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A Study on the Tool Life Detection System in
Cutting Process.
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Abstract

The study on the progress of automatic machining system has been active center-
ing at the CNC machine tools recently to lead the applied production technology
like unmaned machining to the practical level, and to make these application more
efficient, they require detective method for tool wear and breakage while
machining.

In this study chiefly on turning, first derive cutting force about the tool surface
by the cutting resistant sensor and with which change into electric signal and
compare with the standards to make the tool life detection system to let know the
tool life and study its application; the cutting resistance detected by the cutting
resistant sensor has increased to the level of standards, the measuring system which
can decide whether we change tools on the basis of comperative circuit is shown
to be very reliable model for cutting tool life detection system.
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Fig. 11 Results of Tool Wear Detection
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